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TITLE: FIT WELDING BETWEEN DIFFERENT KIND METAL 

PUBN-DATE: August 29, 1985 

I NVENTOR- I NFORMAT I ON : 
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NAME COUNTRY 
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APPL-NO: JP59019492 
APPL-DATE: February 7 , 1984 

US-CL-CURRENT: 219 / 137R 

INT-CL (IPC): B23K 9/23; B23K 9/02 

ABSTRACT : 

PURPOSE: To avoid generation of stress cracking even when the space of fitted part 
is large by providing a projection of required shape at outer edge of fitted part 
of an article made of metal of higher melting point in fit welding articles made of 
metal of different kind. 

CONSTITUTION: A fitting hole 12 having a bearing surface 13 formed by a step of 
different diameter is provided in an article 11 out of articles 11, 21 made of 
metal of different kind, for instance SUS316, S20C. The article 21 is a fitting 
article and outer diameter of the fitting part 21a is made to have fitting space of 
50~150u in diameter space to the hole 12. A projection 14 of specified width and 
height (about 0.3— 0,5mm is proper for the both) is formed over whole circumference 
along outer edge of the hole 12 of article 11 of higher melting point. Outer edges 
of such articles 11, 12 are welded, for instance, by electron beam welding (EBW) 
over whole circumference as shown in the figure. The projection 14 is molten and 
flows into the fitting space and joins with material of already molten article 21 
to form an alloy and stabilizes interfacial condition of the weld zone 30 in 
material quality. 
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